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MBTHOD OF PPODTTrTTICT-^ iTTfctn^.j ^ jj^ ^ i^^n CBT OP CIGAPBTTBS 

The present invention relates to a method of 
producing a hinged-lid packet of cigarettes. 
5 The present invention is particularly suitable for 

producing hinged-lid packets of cigarettes having 
bevelled or rounded longitudinal edges, or a cross 
section with no edges, such as an at least partly 
circular or oval section. 
10 The normal way of producing packets of this type - 

which con^jrises forming a foil inner wrapping about a 
group of cigarettes, applying and retaining a collar of 
cardboard or similar on the inner wrapping, and forming 
an outer package of cardboard or similar about the whole 
15 so formed - has various drawbacks, due to the difficulty 
normally encountered, for lack of square reference edges, 
in keeping the collar in position on the inner wrapping 
when forming the outer package. 

CH-405911-A discloses a machine for producing folded 
20 hinged-lid boxes, in which a cardboard collar for a box 
is cut from a web and is sealed to the bag web prior to 
the bag web being cut into bag lengths and folded around 
a mandrel around which a box blank is sub-sequently 
folded. The cardboard web is cut whilst held between 
25 elements and is immediately tacked by a heating device to 
the web prior to the final sealing along either edge by 
the die and sealing members. The bag blanks are folded 
around the mandrel by an upward movable folding tool and 
the longitudinal seam formed by sealing tools. The 
30 mandrels carried on an intermittently rotatable wheel are 
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rebated at the collar ends at by amounts corresponding to 
the width and depth of the cardboard strips. The bag is 
closed at the collar end by a seam making two triangular 
comer folds. 

5 It is an object of the present invention to provide 

a method which not only eliminates the aforementioned 
drawbacks in a straightforward, low-cost manner, but also 
sinsJlifies formation of the inner wrapping, which is also 
problematic in the absence of square longitudinal edges. 
10 According to the present invention, there is 

provided a method of producing a hinged-lid packet as 
recited in the attached Claims. 

A non-limiting embodiment of the present invention 
will be described by way of example with reference to the 
15 accompanying drawings, in which: 

Figure l shows a view in perspective, with parts 
removed for clarity, of a hinged-lid packet produced 
using the method according to the present invention,- 

Figure 2 shows a flat blank by which to produce an 
20 outer package of the Figure 1 packet; 

Figure 3 shows two superimposed flat blanks for 
producing an inner wrapping and a collar of the Figure 1 
packet . 

Ntunber l in Figure 1 indicates as a whole a hinged- 
25 lid packet 1 of cigarettes having a longitudinal axis 2, 
and comprising an outer package 3 made of cardboard or 
similar and defined by a body 4, and by a lid 5 hinged to 
body 4 along a hinge 6, crosswise to axis 2, to move, 
with respect to body 4, between an open position and a 
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closed position (not shown) . Packet 1 also comprises a 
foil inner wrapping 7 containing a group 8 of cigarettes 
9; and a collar 10 interposed between outer package 3 and 
inner wrapping 7, and projecting partly from an opening 
11, in body 4, closed by lid 5 in the closed position. 

Packet 1 is defined, at opposite axial ends, by a 
top wall 12 of lid 5 and a bottom wall 13 of body 4, both 
substantially in the form of a flat oval, and contprises a 
lateral wall extending to both body 4 and lid 5, and in 
turn comprising a longitudinal front strip 14 and a 
longitudinal rear strip 15, which are parallel and 
substantially flat, and two opposite longitudinal curved 
strips 16 connecting the two front and rear strips 14 and 
15. 

As shown in Figures 2 and 3, outer package 3, inner 
wrapping 7, and collar 10 are formed by folding 
respective flat blanks 17, 18 and 19. 

As shown in Figure 2, blank 17 is substantially in 
the form of an elongated rectangle, extends along a 
longitudinal axis 20, and cort5)rises, aligned along axis 
20, a central panel 21; two intermediate panels 22 and 
23; an end panel 24 connected to central panel 21 with 
the interposition of intermediate panel 22; and an end 
panel 25 connected to central panel 21 with the 
interposition of intermediate panel 23. 

The two intermediate panels 22, 23 are substantially 
identical, and each is substantially in the form of a 
flat oval, and is connected to the respective adjacent 
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panels 24,21; 25,21 along two pre-weakened straight 
portions 26 of its perimeter, which are crosswise to axis 
20 and connected to each other at the ends by two pre- 
weakened curved portions 27, which are positioned with 

5 their concavities facing each other and axis 20, and 
define, with straight portions 26, the contour of a 
respective wall 12, 13. Each of the two curved portions 
27 extends inwards of a respective curved edge 28 of 
respective intermediate panel 22, 23 to define, with 

I relative curved edge 28, a curved rim 29, which is folded 
squarely in known manner by drawing relative intermediate 
panel 22, 23. 

Each panel 21, 24, 25 comprises- a longitudinal 
central portion 30 of the same size as straight portions 
26 and defining, with the other central portions 30, 
front and rear strips 14 and 15; and two longitudinal 
lateral portions 31 located on opposite sides of relative 
central portion 30, and along which extend longitudinal 
crease lines 32. 

Once each intermediate panel 22, 23 is folded 
squarely with respect to the adjacent panels, each 
lateral portion 31 of each of the two end panels 24, 25 
is folded onto the relative curved rim 29 and relative 
lateral portion 31 of central panel 21 to define relative 
curved strip 16 of packet 1. More specifically, each 
lateral portion 31 of central panel 21 is divided into a 
lid portion 31a and a body portion 31b by a respective 
cut line 33 substantially crosswise to axis 20 and 
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connected to the other cut line 33 by a pre-weakened line 
defining hinge 6. Lid portion 31a is superimposed on 
respective lateral portion 31 of end panel 24, and is 
connected to relative curved rim 29 of intermediate panel 
22 to define a lid portion of relative curved strip 16; 
while body portion 31b is superimposed on respective 
lateral portion 31 of end panel 25, and is connected to 
relative curved rim 29 of intermediate panel 23 to define 
a body portion of relative curved strip 16. 

As shown in Figure 3, blank 19 is substantially 
rectangular with its major axis crosswise to a 
longitudinal axis 34, and coiitprises a central face 35 
coaxial with axis 34 and having a recess 36 at one end; 
and two identical lateral portions 37 and 38 located on 
opposite sides of central face 35, and along which extend 
respective crease lines 39 parallel to axis 34. Lateral 
portion 37 is defined outwards by a flap 40 parallel to 
axis 34 and extending, in the direction of axis 34, along 
the full height of lateral portion 37; while lateral 
portion 38 is defined outwards by a flap 41 parallel to 
axis 34, narrower than flap 40, and extending, in the 
direction of axis 34, along only part of the height of 
lateral portion 38. 

As shown in Figure 3, blank 18 is defined by a 
rectangular sheet of foil higher than and of 
substantially the same width as blank 19. 

When producing packet 1, blank 19 is superimposed 
on, and possibly glued to, blank 18 in a substantially 
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central position heightwise, but offset transversely, so 
that the whole of flap 40 projects laterally with respect 
to blank 18, and so as to define, on blank 18, two strips 
42 and 43 crosswise to axis 34 at opposite ends of blank 
19, with strip 42 adjacent to recess 36, and a 
longitudinal strip 44 projecting outwards of flap 41. 

A known tool, not shown, then forms on strip 42 a 
number of fold lines 45 parallel to longitudinal axis 34; 
and a number of oblique fold lines 46, which are located 
along strip 42 as a function of the offset position of 
the two blanks 18 and 19, to close the end of inner 
wrapping 7 more easily, by folding strip 42 into segments 
(Figure 1), once blanks 18 and 19 are folded about group 
8 to form a tubular package not shown. 

In connection with the above, it should be pointed 
out that said tubular package is formed by super in^osing 
longitudinal strip 44 of blank 18 on the inside of an 
opposite longitudinal strip 47 of blank 18; superimposing 
flap 41 on the inside of flap 40; and gluing flaps 40 and 
41 together; and that formation of the tubular package is 
assisted by the transversely offset position of blanks 18 
and 19, which eliminates the drawback of gripping strips 
44 and 47 between flaps 40 and 41, and enables flaps 40 
and 41 to be glued together. This therefore provides for 
achieving a relatively stable shape of both tubular inner 
wrapping 7 and tubular collar 10, and for preventing 
collar 10 from slipping transversely with respect to 
inner wrapping 7 when forming outer package 3. 
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In connection with the above, it should also be 
pointed out that superin^josing blanks 18 and 19 
beforehand in the specific position described above 
provides for accurately forming fold lines 45 and 46, the 
position of which is a function of the relative position 
of collar 10 and inner wrapping 7; and that folding 
blanks 18 and 19 simultaneously to obtain inner wrapping 
7 and relative collar 10 greatly simplifies production of 
packet 1. 



